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Stackable cardboard tray and method of h?a 


I The tray comprises a base part, In the shape 
of a small cask, forming the bottom panel (1) of 
the tray with an upwardly extending peripheral 
flange (2) to which is attached one or more 
parts (3) that form the four sJdewalls of the tray. 
Additional elements (4) may be added to the 
sidewails to enhance structural strffhers. 

According to a further aspect of the invention, 
the plane of the bottom panel lies below the 
lower most edge (3a) of the sidewails, providing 
b stepped portion which may be received Into 
the open upper end of an underlying similar tray 
to provide a positive stacking means, the upper 
edge of the sidewails (3c) of the underlying tray 
supporting the lower edge (3a) of the sidewails 
of the overlying tray. 

The bottom panel and sidewails may be for- 
med from differing densities of cardboard. 
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OBJECT OF THE INVENTION 

The present invention relates to a new type of 
trays or pDe up boxes, made of cardboard, trays In- 
tended for the transportation of the dffferent types of 5 
perishable goods, as for example fruit, vegetables 
and other products alike. 

The invention also concern to the procedure of 
the manufacture of this type of tray or boxes. 

BACKGROUND OF THE INVENTION 

At the time of designing a new tray of the type 
mentioned above, a number of conditions that assure 
a good level of features must be consider, and in this 
sense the tray must be resistant, easy to handle, to 
atow a good presentation of the product to be pack on 
it, and finally recydeabtei 

Relating to the first condition, that refers to the re- 
sistance, the tray must be capable of holding the 
weight of the product without suffering any deforma- 
tion on if 8 bottom part, it must hold the soilness pile 
up, it must a high compression capacity, as a function 
of the weight to be hold and to the pile up number re- 
quired, it must be capable of dynamic piling, meaning 
the vibrations and movements to which is going to be 
subject of, ft must be capable of resisting the han- 
dling, stockage and transportation conditions, spe- 
cially to the effects of the environmental humidity, 
that In the case of cold storage rooms on which this 
type of trays are place could reach the 90%. 

About the second condition, s handling, the tray 
must offer the possibility of being served mounted, as 
it b required by the email users, ores well as disman- 
tle, as ft Is required by the targe users, that have their 
own places where it is desirable the use of small ma- 
chines, light and with the greater automata tion possi* 
We. 

Relating to the third aspect the tray must offer ex- 
cellent conditions for high quality printing and finally, 
from the point of view of irsrecycabiMy, it mustdevoid 
the elements that make this condition difficult as for 
example staples or any other rton recycabfe materi- 
als. 

There are today in the market to basic types of 
boxes or pile up trays, one is the one that the wood 
is the raw material, and the other is the one that uses 
cardboard. 

The trays of the first type, the ones made of 
wood, although they pass the first aspect that is the 
resistance they do not satisfy any of the other as- 
pects prior ly mentioned, because It is not easy to han- 
dle, neather offers the possibility of a high quality 
printing and ft is not recycable at a lower cost 

Within the second group, there are many types 
of well kown cardboard trays or made of any other 
similar material, generally form from a plate properly 
shape, wit h folding lines that define the bottom of the 


tray, from which elongate the winds that, when form- 
ing the tray, wd become the sides of the tray. 

This type of frays show some problems for ft*s 
manufacturing, because the difficulty of the opera- 
tions needed for the construction of the tray and the 
joining between the adjacent edges of if s sides on 
the comers of th tray. 

Furthermore, this type of trays are not resistant 
enough to the compresion support that are going to 
be subject of when loaded with the goods and pie up. 

This weakness comes from the dif iculty of mak- 
ing the folding that show this type of tray, to do this 
operation, cardboard must be use, specifically undu- 
lating cardboard, that besides offering a low level of 
resistance is highly absorbent to humidfty, what 
means a quickly damage of the tray. 

In many cases, to reinforce the tray the method 
use is the placing of additional pieces, partfcuJary 
place on the corners. The faces of the tray are rein- 
force with two flanges bend over the faces of the tray. 

This procedure complicates and pull up the cost 
of production of the tray and, most of the cases the 
tray is does not gain the necessary resistance. 

Another problem Inherent to the conventional 
trays form as a one piece, focus on the fact that for 
the graphic printing over the mentioned trays, the en- 
tire tray must be pass through the printing machine 
even if the printing '» very emai] or it must be printed 
on a very small zone of the tray. 

DESCRIPTION OF THE INVENTION 

The pile up tray the this invention present has 
been design and arrange in order to solve in a suc- 
cessful way the problems mention before. 

I n order to do so and in a more specific way, the 
mention tray forms part of the second type motion, 
spectfcally the one that uses cardboard as a raw ma- 
terial, but with the particularity that Instead of the 
common undulating cardboard used for the transpor- 
tation of fruit and vegetables, uses compact card- 
board, and instead of been arrange as a one piece 
body, is arange from single pieces, properly gjue be- 
tween themselves. 

Specifically arrange from a base piece, shape as 
a small cask, forecast to be the bottom of the tray in 
which a rising double marginal flange is provided and 
to which at least another piece is joint, piece that is 
part of the side walls of the tray, wals that despite the 
fact could be made of two or four pieces, and even of 
other complementary pieces that work as the sup- 
port for the vertical edges. 

According to an other characteristic of the inven- 
tion, the mentioned small cask is place inside of the 
piece or pieces that form the side wails of the tray, 
overhanging with respect to the lower edge of the 
pieces that form the side wails of the tray, so that dur- 
ing the pDe up between trays, the bottom part of each 
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of them is assemble to the mouth piece of the imme- 
diately lower tray. 

It has been forecast that the side walls of the tray 
could be provided with folding flanges, that will fold 5 
towards the inside of the tray and fix by glue, intend 
to provide with more resistance to the mentioned tray. 

The structuration of the mum-piece of the tray al- 
low the use of pieces of different thickness, with the 
purpose of raising the mechanic resistance of the tray 
where needed. 

The pieces that form the side walls of the tray, 
could present in W s lower edge separate notchs and 
In tfs upper edge rising wings complementary to the 
others, and that are forecast to fit together during the 
pBe up of the trays. 

It has been also forecast the possibility that the 
vertical edges of trie tray would be arch and cross- 
section. 

It is also possible that the vertical edges of the 
tray would present a feather-edge shape. 

The bottom of the tray could be provided with in- 
side marquetry rising to the outside, and the support 
plate cudd be glue to this rising marquetry covering 
the entire bottom. 

The invention concern also to the manufacturing 
procedure of this type of trays, consisting of the inser- 
tation of the piece design to form the bottom part of 
the cask, placing the cask over the edge of a shaping 
piece that has the distance round of the tray that is 
going to be obtain, immediately incorporating to the 
mention cask at lest one sheet piece shape as a band 
and with one of it's longitudinal edges gjue, that is go- 
ing to be glue to the outside surface of the marginal 
flange of the cask, allowing at least one portion of the 
flange uncovered. This band totally surrounds the 
bottom until the edges are glue between themselves 
so the band is place arround the shaping piece form- 
ing the side walls of the tray. The procedure ends 
when the shaping piece is separated from the formed 
tray. 

According to the other p referred realization fore- 
cast for the mention tray, this realization presents cor- 
respondence with the vertex of rfs bottom wide bev- 
els, presenting the marginal flange that determines 
the cask form for the mention bottom a height cosi- 
derabry higher in these bevels, while the side walls of 
the tray, that can be obtain from one or more pieces, 
also present a correspondence with these bevels, 
folds over themselves that determine on the comers 
of the tray a remarkable thickness because the re- 
sulting three layers of the wall. 

According wit h one difference in t he realization of 
the tray that also uses the compact cardboard as a 
raw materia) for ifs manufacture, as welt as the struc- 
turation from various pieces joint between them- 
selves by glue, the structuring of the tray is base on 
a specific realization on which five pieces take part, 
one that forms the bottom and the other four form the 


side walls, with the special particulate that two of 
these last ones, set up against each other, present in 
ifs edges elongations as a folding wings from folding 
cross lines, which end up superpose and glue to the 
other sides of the tray , covering them totally. The 
mention sides in second place present elongations 
with folding wings shape in it's edges, from folding 
cross lines, which ennd up superpose and glue to the 
edges of the sides of the tray mention in first place. 

The b}gger sides of the tray are provided, along 
the upper edge with flanges bend and glue over the 
inside surface of the corresponding side, this bigger 
sides present In Ifs edges the folding flaps, glue over 
the outside surface of the smaller side of the tray, 
covering it totally. 

The upper edge of the smaller sides is provide 
with a rising wings, that are equal in shape and pos- 
ition wtth the notchs provide in the lower edge of the 
same sides, that can be insert between themselves 
when piling up the trays, avoiding the movement of 
the trays when pDe up. 

The wings that appear from the edges of the 
smaller sides present in their upper edge a rising 
wings that correspond with the cuts provide on the 
bottom of the tray, next to the flanges of this bottom. 
This wings and cuts f it between themselves when pil- 
ing up the trays, cooperating on the immobilization. 

As well as the bigger sides the small sides of the 
tray fold down to the level of the bottom of the cask, 
or what is the same, of the tray as a hole. 

According with the above specification, the pro- 
cedure for the making of this type of tray consist of ob- 
taining by forging the piece that form the bottom of 
the tray, provide with correspondence with ifs edges 
with other marginal flanges that fold from the folding 
lines that limit the shape of the bottom, and at the 
same time by forging, the strips or pieces that must 
form the the lateral skies or walls of the tray, wit h rs 
coresponding edge wings, provide with cross lines to 
fold. These strips or bands are glue along the flanges 
of the bottom. Latertwoof the opposite faces or sides 
are bend from the folding lines in a raising posffion, 
and at the same time the corresponding elongations 
are bend as wings, by ifs folding lines. 

Next the other two sides and ifs corresponding 
wings are bend as it was describe before, until the 
wings of each side are su perpose and glue to the ad- 
jacent edges of the adjoining sides. 

Finally it has been also forecast the possibility 
that the bands corresponding to the feces of the tray 
will lightly oversize and provided in ifa portion corre- 
sponding to the bevels of the corners with a double 
folding line at a medium level, in a way that the adap- 
tation of these elongations of the sides to the strips 
of the bigger side walls and corresponding elonga- 
tions of the same . the mention oversize of the f irst 
force them to a inside deformation and consecuent 
separation of the secctton corresponding to the sec- 
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end ones, that form one of the hollow columns fore- 
cast to facilitate the dovetail joint between trays, dur- 
ing the piling up of the same. 

Optionally this oversize of the strips could be co- 
skJeraWy greater, so that by a folding of the same over 
the portion corresponding to the mention hoflow col- 
umns, these become solid. With this a reinforcement 
during the pOe up of the trays is gain paralell to the 
guiding effect that has been mention before. 

Additionally the bottom of the tray is provide as 
well as the bevels mentioned with wide nocht that co- 
incide In size arts shape with the section of the hollow 
columns, which and In ifs Inside wall present a upper 
projection, preferably with trapezium isoscelic shape, 
intended to be place in the notch of the next upper 
tray, in the p9e up between trays. 

A Important characteristic that Is achieved with 
this Invention is the optimization of the printing oper- 
ation, because It is form by different and Independent 
pieces, that could be printed as the dient will and nec- 
essities of the tray, meaning that to the printing ma- 
chine will only be send the pieces of the tray that need 
to be print, wfthout having to introduce in the printing 
machine the pieces that do not need to be print 

DESCRIPTION OF THE DRAWINGS 

In order to provide a fuller description and to con- 
tribute to the complete understanding of the charac- 
teristics of this Invention, a set of drawings is attached 
to the specification which, while purely illustrative and 
not fully comprehensive, shows the following: 

Figure 1.- Is a diagrammatic side elevation sec- 
tion view, of a piece that form the bottom of the tray 
and two pieces or bands that wOl form the side walls 
of the mention bay, according with the manufacturing 
procedure that is the subject of this invention 

Figure 2.- Shows, a similar representation of the 
figure 1, the stage of adjustment of the side strips or 
bands to the bottom piece. 

Figure 3.- Again shows a diagrammatic represen- 
tation section view similar to the ones of the figure 1 
and figure 2, when the tray has been totally form. 

Figure 4.- Shows a longitudinal section view of 
the tray, at the end of ifs manufacturing, but stffl joint 
to the forming piece over which the assembly is done. 

Figure 5.- Shows a longitudinal section view of 
the two trays pile up. 

Figure 6.- Shows a detaO in side elevation of two 
trays, at the moment of being pile up. at sight the com- 
plementary notch and wings build on the edges of the 
side walls, for the side Joining between themselves. 

Figure 7.- Shows a detail in section of the comp- 
onets of the dovetaB joining that appear on the figure 
6. 

Figure 8.- Shows a perspective view of a tray with 
round edges and reinforce manufactured by the pro- 
cedure object of this invention. 


Figure 9.- Shows a detal in perspective of a edge 
of the tray provide in this case with sharp edges. 

Figure 10.- Shows a detail in cross section of a 
s tray with a bottom provide with a Insolation deter- 
mining of a perimetra). 

Figure 11.- Shows a diagrammatic view, of the 
hole piece that wli form the bottom of the tray, with 
bevel edges, and the four pieces that wil form the 
io sides of the same. 

Figure 12.- Shows a detafl In longitudinal section 
of a edge of the tray form by the componetsof the fig- 
ure 11, and with a plate to be assembly to the bottom 
of the tray. 

is Figure 13.- Shows with a simflar representation of 
the one on the figure 12, the mention plate properly 
assembly to the bottom. 

Figure 14.- Shows a detail in pespective of a tray 
with the components of the figures 11 to 13. 

20 Figure 15.- Shows a quartering in perspective of 
a tray with bevel edges, according to a variant of the 
realization on which the mention edges have been re- 
inforce by a fold of the band that form the side walla 
of the tray. 

25 Figure 16.- Shows a partial detail of the piece 
that form the bottom of the tray, at the level of one of 
of s comers. 

Figure 17.- Shows a partial view of the tray of the 
figure 15, ones it has been totally assembly. 

30 Figure 1 8.- Shows a detail in longitudinal section 
of two tray properly pfle up. 

Figure ig.- Shows a perspective view of the basic 
components from which the pile up tray is obtain, ac- 
cording to the realization forecast for this purpose. 

35 Figure 20.- Shows a simflar view of the last figure 
but showing the components glue between them- 
selves. 

Figure 21.- Shows a perspective of a first glueing 
stage of the two smaller sides of the tray of the fig- 
40 ures 19 and 20. 

Figure 22.- Represents the final stage of the 
manufacturing process of the tray, ones the respeo- 
bveeeides and flaps are fold and glue. 

Figure 23.- Shows a detail in section of the plane 
45 V of the figure 22 at a bigger scale. 

Figure 24.- Shows a detail in section of two trays 
according to the plane VI of the figure 22. just before 
of being pOe up. 

Figure 25.- Shows a similar view of the one in fig- 
50 una 24, showing the trays already pie up. 

Figure 26.- Finally shows, a detail in section by 
the plane A-B of the figure 22, showing two trays pile 
up. 

Figure 27.- Shows a quartering In perspective of 
55 a pfle up tray manufactured according to one variant 
of realization modify with respect to the figures 1 9 to 
26. 

Figure 28.- Shows the set of pieces of the last fig- 
ure properly assemble, also according to a perspec- 
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tiveview. 

Figure 29.- Shows the set of pieces from the last 
figure but during the intermediate stage of the man- 
ufacturing process. 5 

Figure 30.- Shows, according to a perspective 
view also, the tray at the final stage of the process. 

Figure 31.- Shows a enlarge detail of one of the 
corners of the trayof the figures 27 to 30. 

Figure 32.- Shows a detail in section of two trays 
pDe up, Also at the level of one of if e vertex and ac- 
cording with the cutting line A-B of the figure 30. 

Figure 33.- Shows a detail In perspective of one 
of the comers of the box, sJmDar to the one of the fig- 
ure 31 , but according with the variant of realization on 
which the the column form in the mentioned corner 
is solid. 

Figure 34.- Finally shows a detail In cross section 
of the set represented on the last figure according to 
the cutting line C-D of the mention figure. 

PREFERRED EMBODIMENT OF THE INVENTION 

The pile up tray that the invention suggest, ac- 
cording to the version represented on the figures 1 to 
14, a portion of a piece (1 ), made of cardboard or any 
other similar material, previously form as a cask with 
very small depth, with a flange (2), bend all arround. 

Furthermore of this piece there where previously 
form two bands (3) (could only one or more than two), 
made of cardboard or any other simOar materialto 
which, optionally, support strips are glue (4) that, 
ones the tray Is build, the vertical edges of the tray 
(5) will occupy, and tha could be round (figure 8) or 
of sharp edge (figure 9). 

The bottom (1) is assemble to a edge (6a) of a 
forming device (6), whose shape match with the 
shape of the cask. Next the band or bands (3) are ap- 
ply to the surround of the forming device, with the 
edges (3a) and the extremities (3b) previously ojue to 
the flange (2) and the extremities (3b) are glue be- 
tween themselves, so the bands (3) enclose totally 
the forming device (6) and form the side walls of the 
tray (5) (figure 1 to 5). 

Depending ff the forming device (6) has the 
edges round, bevel or sharp edged, the tray will have 
if s edges of one type or the other. 

On figure 11 of the drawings a diagrammatic rep- 
resentation of the prior stage of the manufacturing 
process of a tray from a bottom (1) and four bands (3) 
whose extremities (3b) will be superpose when man- 
ufacturing the tray (figures 12 to 14). to reinforce the 
vertical edges of the tray. 

In the case that there is only one tray (3), the pro- 
cedure wBI be almost the same, so that the single 
band will surround totally the forming device (6) and 
if s extremities wiD joint between themselves. 

Once the bands (3) are glue to the flange (2) of 
the bottom (1), the next step is to separate the form- 


ing device (6) and to extract the tray (5) already form. 

According to this process of manufacturing it is 
possible to obtain different types of tray as a function 
of the special characteristics of the bands (3) and of 
the bottom (1). 

In the case that the edge of the lower extremity 
(3a) of the bands (3) is continous (figures 4, 5, 8), 
these wffl be place separately of the bottom (1), that 
overhang lightly respect to the. edge of the extremity 
(3a). So when piling up two trays (5) (figure 5), t he up- 
per edge (3c) of the bands (3) is assemble arround of 
the overhanging portion of the flange (2) of the bot- 
tom (1) and lays against the edge of the extremity 
(3a). 

It has been forecast that the lower edge (3a) of 
the bands (3) present notchs (7) and the upper edge 
(3c) present wings (8) of a complementary shape to 
the notchs (figures 6 and 7). When piling up two trays 
(5), the wings (8) of the tower tray assemble on the 
notch (7) of the upper tray. 

It has been also forecast that the cask (1) that 
form the bottom of the tray (5), present projections (9) 
insert and rising to the outside (figure 1 0), in order to 
provide of grater resistance to the bottom part It is 
possible to add to these projections a support base 
plate (10). 

According with the variant of the realization 
, shown on figures 15 to 18, and for the obtaining of a 
tray (5) with ifs vertical edges bevel, similar to the 
one represented on figures 11 to 14, it has been fore- 
cast that the bottom of the box won't be form by one 
piece form with cask shape, but Instead by a sheet 
body In which a central sector (1), corresponding to 
the bottom of the box, basically rectangular shaped, 
with iTe vertex bevel, from whose edges surface the 
wings (2) and (2a) by glueing and with the correspon- 
dence to the side wall of the cask earlier form and 
previously mention, with the particularity In this case 
that the wings (2a) corresponding to the bevel edges 
of the corners are substantially oversize with respect 
to the remaining wings (2). 

Complementary the side waBs of the tray are ob- 
tain by one band (3e) that is f ix to the wings (2) and 
(2a) by glue and in correpondece with the bevel of the 
corners, "rt has folds (4a) that determine a triple wall 
fot these bevel areas of the vertical edges of the box, 
with the consequent and remarkable development 
that gives to the resistance and stiffness to the com- 
pression of the tray, specially when piling it up. 

AS to the rest and as in the previous case, the 
pSe up of the trays is carried out assembling the rising 
part of the bottom of one tray with the respect to the 
side wall (3e) of the same tray, in the entrance of the 
tray immediately below, as is seen espedficaily on 
figure 18, so the lower marginal edge (10)of the side 
wall (3e) of the box, lays perfectly over the upper 
edge (10a) of the side wall (3e) of the box or tray im- 
mediately below in the pBe up. 
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According with a variant In the realization show 
on figures 1 9 to 26, t he tray is obtain from a cardboard 
plate (11), of rectangular shape, with folding lines (12) 
and (13), parallel and next to the sides of the plate, 
that define a folding flanges (14) and (15) place ar- 
round the plate (11), that wfl) for ml he bottom of the 
tray to be buBd. 

In the angles of the plate (11) there are fbldsing 
wings (12a). 

The sides of the tray are form from two strips (16) 
of cardboard, that constitute the two bigger sides and 
another two strips (17) that form the two smaller 
sides. 

The bigger sides (18) present along their upper 
edges, longitudinal flanges (16) bend and glue over 
the inner surface, with Efe extremities (18a) bevel cut 

As well as the sides (16) as the (17) present fold- 
ing lines (19) with transversal way, that define the 
wings (20) on the sides (16) and (17). The wings (20) 
are bigger than the wings (21). and between each 
pair they have the same tenth as the smaller sides 
(17). 

The manufacturing procedure consist of glueing 
the lower edge of the feces (16) in the flanges (14) 
and of the sides (17) in the flanges (15) (figure 20). 
Once this set is form the next step consist of folding 
the smaller sides (17) and ffs wings (21) (figure 21). 
Next the bigger sides (16) are fold and then the wings 

(20) , glueing the wings (21) on the inner surface of 
the edge of the sides (16) and the wings (20) over the 
outside surface of the sides (17), which are totally 
cover (figure 22). 

The glue of the wings could be done previously 
to the described operations, by using Thermoactive 
glue, or as well during the performance of the oper- 
attones. 

THe manufacturing process describe Is very sim- 
ple, outstanding the the process is carried out from 
five pieces of cardboard: The plate (11), two sides 

(1 6) and two sides (1 7). This allows to obtain the plate 
(11) with a different thickness of the sides (16) and 

(17) , in fonction of the resistance that must support 
Also allows the realization of the printing process of 
the sides (16) and (17) in a easier way than over the 
khown trays, because allows the introduction of single 
strips, easy to handle, instead of the entire plate, as 
ft happens with prior realisations, that present aiot of 
difficulties for it's handling. 

To what relates to the configuration of the obtain 
trays, recall that the smaller sides (1 7) and If s wings 

(21) present in ffs upper edge a rising wings (22) and 
(22a) respectvety. On the lower edge of the mention 
sides there are notch (23) complementary In position 
and shape with the mention wings. 

Furthermore, the bottom (11)of the cask pres- 
ents next to Its corners openings (24) whose position 
correspond win the position of the wings (22a) of the 
wings (21). 


Thanks to this disposition when piling up the 
trays, the wings (22) assemble in the notch (23) and 
the wings (22a) in the openings (24) with the purpose 
s of fimmobS'ize the trays pfle up (figures 24, 25 and 26). 
It must be outline that the notch (23)stay in a hide 
position, because the feces (17) are place between 
the wings (20) by one side and the flanges (15) by the 
other side. This avoids that the wings assemble wfth 
io the notch could leave the p9e up positioning. 

On the figure 24 can be observed how the ex- 
tremity (18a) the flange (18), the extra met y of the 
flange (14) and the extremely of the wing (21) assem- 
ble, all of them glue over the inner surface of the 
is sides (16). Thanks to this disposition, the bigger sides 
(16) are reinforce by the describe components. 

About the smaller sides (17), they are doubly re- 
inforce by the flanges (15) and the wings (20). 
Definetivery, the trays obtain present c ha racter- 
20 tetics of resistance to offers and commpresions that 
allow to pile them up one they are loaded, without 
danger of being deform. 

Finally and according to one variant of the reali- 
zation of the tray, the one represented on figures 27 
25 to 32, the bottom (11) of the cask presents next toft's 
corners various recess (25) of considerable size, 
while the wings (21) in their section corresponding to 
the two folding lines (1 9) that limit the sectio corres- 
ponding to the mention bevel, other two folding inter- 
so mediate lines (26), parallel to the last ones, and be- 
tween themselves a upper elongation (27) and a low- 
er notch and complementary (28), being also this sec- 
tion of the elongations (21) comprise between the 
folding lines (19) lightly oversize in if s wide with re- 
35 spect to section also correspodmg to the bevel of the 
wings or elongations (20) limited by the folding lines 
(1 9) similar to the object that in the forming of the box 
and as it is seen specialty on the figure 31, in the 
areas of the bevels are define hollw columns, whose 
40 section coincide wfth the shape and size of the notch 
(25) that are found in the cask or bottom (11) of the 
same, so that in the pfle up between boxes and be- 
cause at the same time it rs seen mthe section of the 
figure 32, the upper elongations (27) of the opening 
45 at each box, go across the notch (25) of the box Im- 
mediately above, until reaching the top of the notch 
(28) of the stiffness columns of the this last one, what 
makes easier considerably the handling of the pile up 
because it generates a serf-centering positioning be- 
so tween the boxes or trays. 

Optionally the section of the strips (17) comprise 
between the folding lines (21), could be considerably 
more oversize and affected by the plurality of fold (29) 
that, as is seen on the figures 33 and 34. transform 
65 the mention columns of the vertical edges of the box 
in solid elements, what means, parallel to the guiding 
effect mention, a remarkable stiff nes of the tray 
structure at the level of the vertical edges , that im- 
proves the piling up conditions of the tray. 
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It has also been forecast the existence In each of 
these fold (29) of a double bevel edge in if 8 tipper ex- 
tremity, determinant for each of the folds of a angle 
supplement (30) and, for the column as a hole, of a s 
"sharpening" that makes easier the hadling of the pBe 
up of the tray. 

About the smaller sides (17), they are dotty rein- 
force by the flanges (15) and by the wings (20). 

The advantages that the procedure of the inven- 
tion and the trays obtain with ft are the following: 

- Simplification in the manufacturing process, 
respect to the usual process on which the start 
begins with forging plates, with folding lines 
that must be bend, assembling or glueing 
flanges, wings or any other components. 

- This simplification also affects to the way by 
which the means of assemblage by superposi- 
tion are obtain, much more simple than of the 
trays obtain by the other known process. 

- Greater resitance to the compresion, specially 
In the case that the trays present arch vertical 
edges. This resistance can be increase by join- 
ing the strips (4) glue to the inner side or out- 
side of the edges of the tray, the fold (4a), or 
to the columns (9-15). 

- Thanks to the arch vertical edges or bevel it is 
posible to avoid hits and rubbing whie handling 
the trays. 

- A lower cost of the tray because it is possible 
to obtain the bottom (1) of a specific quality and 
the wails (3, 14 and 15) of a greater quality, 
with the purpose of printing in if s outside sur- 
face. In the trays form by one single piece, all 
of it is made of the same material. 

- The printing of the side walls (3, 14 and 16), of 
the tray is easier and cheaper respect to the 
printing of the sides of the trays of a single 
piece, because is much easier to hade with the 
bands (3, 14 and 15) that a piece of greater 
size, as is the case of the known trays. 

- The posibflity of reinforcing the bottom of the 
tray by marquetry (figure 10). 


Claims 

1.- Pile up tray for the transportation of goods, 
specially for perishable goods as fruit and vegetables, 
characterize by being form from two or more pieces, 
of compact card board, one forming a kind of cask (1 ), 
(11) determining the bottom of the tray and of the 
marginal flange (2), (14), and the remaining that form 
the side wall (3), (16), (17)of the mention tray, with 
the special particularity that the piece or pieces (3), 
(16). (17) thatform the side wall of the tray are fix out- 
side to the marginal flamge (2), (1 4) of the cask or bot- 
tom piece (1 ), been forecast the use of raw materials 
of d rferent weight for the different pieces of the tray. 


In order to provide to the tray with the level of stiffnes 
apropiate for each one of ire different pieces. 

2L- Tray, as in claim 1, characterize because is 
form from five pieces, fix between themselves by 
gue, one forming the bottom (11) of the tray and the 
other four of the walls greater and smaller, presenting 
two of these last ones, forming opposite sides (16), 
elongations In ifs ends with a folding wings (20) 
shape, from cross lines (19) of folding, which are su- 
perpose and glue to the others two sides of the tray, 
covering them totally, presenting these sides (17) 
mention in secind place a elongations (21 ) with shape 
of folding wings in ifs ends, coming from transversal 
lines (19) of folding, which are superepose and glue 
to the extremity of the sides (16) of the tray mention 
In first place. 

3.- Tray, as in claim 1 and 2 characterize because 
the side walls (1 6) and (17) od the same present their 
lower edge touching with the bottom (11) of the tray. 

4*- Tray, as in claims 1 to 3, characterize by the 
fact that the bigger sides (16) are provide, along the 
upper edge, with bend flanges (1B) and glue over the 
inner surface of the corresponding side, being these 
bigger sides the ones that present In their extremities 
the folding flaps (20), glue over the outside surface 
of the smaller sides (17) of the tray, to which are to- 
tally cover. 

5.- Tray, as in claims 1 to 4, ch arac t e ri z e by the 
fact that the upper eged of the smaller sides (17) is 
provide of a rising wings (22). that are of the same 
shape and position than the notch (23) forecast in the 
lower edge of the same sides, that fit between when 
piling up the trays. 

&- Tray, as in claims 1 to 5, characterize by the 
fact that the wings (21) that extend in the extremities 
of the smaller sides (17) present in their upper edge 
a rising wings (22a) correspoding in relation to cuts 
(24) forecast In the bottom of the tray, next to the 
flanges of the same. 

7.- Manufacturing procedure of pile up trays for 
the transportation of goods, as In the above claims, 
characterize because consist in forming the bottom 
(11) of the tray, provide of the edges of other marginal 
flanges (14-15). folding from the folding lines that lim- 
it the shape of the bottom, whie that hte sides of the 
tray aare form by other strips (1 6,17) provided of elon- 
gations like folding wings (20.21), from e transversal 
folding lines, whose strips are place along the flanges 
of the bottom; Then two of the oposite sides are bend 
(17) from the folding lines (13) to place them In e 
stright position and, at the same time the other two 
sides (16) are bend and their respectives wings (20) 
the same way describe above until superpose and 
then each wing is glue to each side of the adjacent 
edges of the adjoining sJddes. 

a- Tray, as in dawns 1to 5 and 7. characterize be- 
cause the cask (1 1) that form the bottom of the tray 
and in correpodence with the bevel of the corners, is 
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provided with wide recess (25), at the same time that 
the wings (21) elongations of the strips (17) corre- 
sponding to the sides. Present their initiating section 
comprise between the folding lines (19) Qghtfy over- s 
size with respect to the section corresponding with 
the wings (20) elongation of the strips (16) oorrepond- 
Eng with the bigger side walls of the tray or box, being 
forecast that the mention folding lines (19), incorpor- 
ate other two folding intermediate Bnes (26), together 10 
with a upper elongation (27), preferably with Iso- 
sceles trapezium shape, all of it in a way that the join- 
ing between themselves of the mention strips and at 
the level of the bevel of the corner of the tray, are de- 
fine hollow dournna. preferably of isosceles trape- is 
zJum shape, f Sing with the recess (25) of the bottom 
of the tray, recess across of which go through the up- 
per elongations (27) of the columns of the box Imme- 
diately below. In the pie up between trays, with the- 
partfcularity that the covergent configuration towards 20 
if a end free of such elongations (27) helps the assem- 
blage and guidance in the recess (25)an consequent- 
ly, the piling up of the trays. 

9. - Tray, as in claim 8, characterize because the 
section of the strips (17) comprise between the fold- 25 
ing lines (21) a plurality of folds are define (29), that 
transform the mention hollow columns in solid col- 
umns. Also wfth a considerably isosceles trapezium 
shape section, with the special particularity that the 
upper extremity of the mention folds (29) is affected 30 
by the double bevels (30) determiminlg of a upper 
"sharp" end for each column, that helps even more 

the assemblage In the corresponding recess (14) of 
the bottom of the tray immediately above, in the piling 
up of the trays. as 

10. - Pile up tray for the transportation of goods, 
esentially characterize by been form from two or more 
single pieces, of compact cardboard, joint between 
themselves by glue, one of them, the one correspon- 

dlnf to the bottom of the tray. Is form as a cask (1), 40 
provided of a marginal flange (2), directed upward, 
piece that forms the bottom of the tray and to whose 
flange (2) is fix, by one of if s longitudinal edges (3a), 
at least one band (3) that form the sides or side waDs 
of the tray (5), whose band (3) leaves uncovered a 45 
portion of the flange (2), ail of it in a way that the men- 
tion cask (1) stays inside of the piece or pieces (3) 
that form the side wails of the tray, at the same time 
that overhang with respect to the lower edge (3a) of 
the mention side walls, so in the piling up between so 
trays the bottom cask of each of them pnetrates par- 
tially in the opening of the tray immediately below. 

11. - Tray, as in claim 10, characterize by the fact 
that the walls of the same are form by two bands (3) 
complementary, similar, gjue to the outside side of 55 
the flange (2) rising from the bottom. 

12. - Tray, as in claim 10, characterize by the fact 
that the bands (3) that form the sides of the tray are 
superpose to each other forming support areas in the 


corners of the tray. 

13. - Tray, as in claim 10, characterize by the fact 
that the bands (3) that form the sides of the tray pres- 
ent in the lower edge notchs (7), and In the upper 
edge wings (8) rising and in the same plane with re- 
specttothe notchs, whose notchs and wings are com- 
plementary between themselves and assemble with 
the ones of the other tray when they are pla up. 

14. - Tray, as in claim 10, characterize by the fact 
that the transversal section of the vertical edges of 
the same is of a arched and wide shape. 

15. - Tray, as in claim 10, characterize by the fact 
that the vertical edges of the same present a bevel. 

16. - Tray, as in claim 10, characterize by the tact 
that the bottom of the same is provided with rising 
marquetry (9) to the outside to which a support plate 
(10) Is glue, and that cover the entire bottom. 

17. - Tray, as in daim 10, characterize by the fact 
that the vertical edges present various support strips. 

18. - Tray, as in daim 10, characterize because 
the piece or pieces (3) that form the side wails have 
folding flanges (3) over rfs inner side and fixaNes to 
the same by glue, to increase the mchanic resftance 
of the tray. 

19. - Tray, as in daim 10, characterize because 
the different pieces that form the same have equal or 
dffterent thickness in order to increase the resistance 
of the tray where needed. 

20. - Manufacturing process of the pile up trays for 
the transportation of goods, as in daims 10 to 19, 
ch ar acterize because from a variable number of 
pieces of similar, stiff material, specifically compact 
cardboard, the first piece (1) is form by insertation, 
with cask shape, with a fold all ar round ft with form 
of a flange (2) marginal and rising, whose piece wil 
form the bottom of the tray; the piece that will form 
the bottom of the tray, the piece with cask shape is 
place assemble in the extremity of the forming device 
(6) that has the shape of the tray that is gdng to be 
obtain; next at least another piece with band shape 
(3) Is incorporate to the cask mention, with one of the 
longitudinal edges wfth glue, that is glue to the out- 
side surface of the flange (2), leaving uncovered, at 
least one portion of the mention flange, which band 
enclose totally the bottom until the extremities are 
glue between themselves in a way that the band is 
assemble arround of the forming device forming the 
sides of the tray, finising the procedure once the 
forming device is separated from the try (5). 

21 . - Procedure as in daim 20, characterize by the 
fact thatto the flangeofthe bottom (1) of the tray two 
or more bands are incorporated (3), simlar that en- 
dose, each of them, one portion of the shape of the 
bottom (1), the edges (3b) of which bands are glue to 
totally dose the mention shape, so the same are as- 
semble arround of the forming device (6) and form 
the side walls of the tray. 

22^ Procedure, as to claim 20 to 22, characterize 
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by the fact that the cask (1) that forms the bottom of 
the tray has been treat to a insertation process, that 
determine the formation of projections (9) of rein- 
forcement In the outside face of the same. 5 

24. - Procedure, as In claims 20 to 23, character- 
ize by the fact that the projections of the bottom (1) 
of the tray, stick to a supporting plate that cover the 
entire bottom. 

25. - Procedure as in daim 20, characterize by the 10 
fact that, before the incorporation of the bands (3) to 

the bottom (1) of the tray (5) these were glue to a re- 
inforcing laminate strips (4), place transversal ry with 
relation to the bands that acupy the vertical edges of 
the formed tray. is 

26. - Procedure, as In claims 20 to 25, character- 
ize because prior to the formation of the pieces that 
form the tray a silkscree printing Is done over the 
pieces that will carry the ornamental motive and/or 

the information, so that the mention sOkscreen print- so 
ing is done over single pieces. 

27. - Tray, as En daim 1, characterize because the 
bottom cask (1) present tfs vertex (2) bevel and if e 
flanges (3) and (4) b common to the side wail (5) of 

the tray, arranged by a single piece or vorious pieces. 25 
with the particularity that the mention side wall pres- 
ent with correspondence with the mention bevels, 
fold over Itserf.fix by glue, which form spacesthatare 
reinforce by a multiple wan, to which the flanges (4) 
are also f be by glue of the cask (1 ) place in the bevel so 
(2), that present a greater height that the remaining 
flanges of the cask. 

28. - Tray, as in daim 27, characterize because 
the bottom cask (1) is obtain by forging. 
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© A stackable packaging has comer-reinforcing 
members, comprising a box provided with a card- 
board bottom (1) as well as cardboard side and end 
panels (4. 7), said end panels (7) of the blank being 
provided with two four-sided posts for reinforcing the 
comers of the packaging in the erected condition of 
the packaging, and a bridge (22) that is parallel to 
the bottom (1) in the erected condition of the pack- 
aging and covers the corner-reinforcing members, 
said bridge (22) of the blank being connected to two 
bridge strips (25, 26) that are fixed in the erected 
condition of the packaging to a side panel (4) as welt 
as to one side (18) of the four sides of the comer- 


reinforcing member, while another side (21) of each 
comer-reinforcing member is connected to a related 
end panel (7). said bottom, panels, bridges and 
strips being connected to one another or separated 
from one another by foidlines. According to the 
invention the other two sides (19, 20) of the comer- 
reinforcing members are oversized, so that in the 
erected condition of the packaging they will be ar- 
ranged by snap action in between the sides (18, 21) 
of the corner-reinforcing members, which are con- 
nected to the end panels (7) and the bridge strips 
(25,26). 
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The invention relates to a stacfcabte packaging 
having comer-reinforcing members, comprising a 
box provided with a cardboard bottom as well as 
cardboard side and end panels, said end panels of 
the blank being provided with two four-sided posts 
for reinforcing the comers of the packaging in the 
erected condition of the packaging, and a bridge 
that is parallel to the bottom in the erected con- 
dition of the packaging and covers the comer- 
reinforcing members, said bridge of the blank be- 
ing connected to two bridge strips that are fixed in 
the erected condition of the packaging to a side 
panel as wed as to one side of the four sides of the 
corner-reinforcing member, while another side of 
each corner-reinforcing member is fixed to a re- 
lated end panel, said bottom, panels, bridges and 
strips being connected to one another or separated 
from one another by fdfdlines. 

Such packagings should be able to replace the 
familiar wooden tomato crates, provided they are 
made of a fotdable material adapted to the three- 
days' stay within a so-called moist cold store with a 
through-flow cooling system. A more or less ob- 
vious material comprises a water-repellent grey 
cardboard of a density of 900 g/m 2 that is provided 
at both sides with a sheet of polyethylene ad 15 
g/m 2 in between layers of paper ad 40 g/m 2 . This 
material appears to fail to give the box of the above 
type adequate stability, which is illustrated by the 
fact that the end panels are not perpendicular to 
the bottom. 

In applying the invention to packagings of 
about 38 x 29 x 14 cm, the usual dimensions for 
packaging roughly 6 kilograms of tomatoes, the 
packaging should have a compression resistance 
of at least 490 kg after having stayed for three 
days within a moist cold store with a through-flow 
cooling system. The above three days are con- 
nected with the weekend, and in this respect 
'moist* implies a relative humidity level of around 
90% at a temperature of ca. 13* C. 

Packagings meeting the above-mentioned re- 
quirements do exist indeed, yet they can only be 
used in automatic folding machines which are only 
profitable when used at large market gardens. 

The invention aims to provide a cardboard 
packaging which is both easy to erect manually 
and is suitable for packaging tomatoes and similar 
products, if made of a suitable materia). According 
to the invention this aim is realized by the measure 
that the other two sides of the comer-reinforcing 
members are oversized, so that in the erected 
condition of the packaging they will be arranged by 
snap action substantially in between the sides of 
the comer-reinforcing members, which are con- 
nected to me end panels and the bridge strips. 


If the bridges are provided with apertures, 
through which locking cams arranged at the edge 
of the comer-reinforcing members facing away 
from the bottom can pass in the erected condition 

5 of the packaging, then it can be guaranteed that 
the contents of the box will be diminished as little 
as possible by those members. Besides, all sides 
of the comer-reinfordng members win be arranged 
at those sections of the packaging which are put 

to under the maximum load. 

If the height of the locking cams suffices for 
being accomodated in corresponding apertures 
within the bottom of a superposed packaging, no 
longer shifts can occur among the superposed 

15 packagings, which is of major importance during 
transport 

Preferably, the locking cams have an axis of 
symmetry that coincides with the fold line between 
the oversized sides of the comer-reinforcing mero- 
20 bees. Thus, the cams are made rigid. 

If the recesses in at least the bridges are 
ctrcular-segment-shaped and have semi-circular 
ends, those apertures would tear in the least possi- 
ble way. 

2s The invention will be explained below into de- 
tail referring to the drawing, wherein, by way of 
illustration a blank for producing a packaging ac- 
cording to the invention is represented. It is noted 
that in the description of this blank the term 

so "above" is used, yet what is meant is "above the 
plane of the drawing". If the term "below" is used, 
it is just the other way round. 

The represented blank comprises a bottom 1, 
which is connected to two side panels 4 via fold- 
as lines 2 and 3, as well as to two end panels 7 via 
fold lines 5 and 6. Two foldlines 8 are provided in 
the side panels 4 at an angle of 45*, largely 
bounding triangular flaps 9 which are to be folded 
upwards through an angle of 180*, and a foldiine 

40 10 extending parallel to the foldlines 2 and 3 which 
forms the boundary of a side edge reinforcing strip 
11 that Is to be folded through 180* during the 
production, so that it will be arranged eventually at 
the inside of the packaging. There are some details 

45 concerning the members 8-11 which are of minor 
significance to the invention, and consequently 
they will not be discussed in this context 

Instead, details concerning the right end panel 
will be mentioned; and needless to say, the same 

so would apply to the left end panel. 

End panel 7 is bounded by both foldiine 6 and 
two vertical foldlines 12, 13. as well as one horizon- 
tal foldiine 14. The foldlines 12 and 13 of the blank 
are in line with the foldlines 2 and 3 of the bottom. 

ss Beyond the vertical foldlines 12 and 13, four sides 
18-21 of the intended comer-reinforcing members 
are arranged which are connected to one another 
by foldlines 15-17. Beyond the horizontal foldiine 
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14, a bridge 22 is arranged, the right boundary of 
which will be arranged adjacent to the vertical 
centre line o1 the bottom 1 after having been folded 
together with the end panel 7 along foldline 6 
through 180*. 

Bridge 22 also has two foWlines 23 and 24 
which provide a pliable connection to two bridge 
strips 25 and 26, said bridge strips 25 eventually 
being arranged in between and fixed to, for exam- 
ple by means of an adhesive, the outer surface of 
side 18 and - after folding - to the inner surface of 
hap 9. 

So. far the sides 19 and 20 have not been 
folded yet along their mutual folding line; which will 
not be the case until the packaging is erected, the 
sides 16-21 initially forming a more or less square 
post, as side 21 is connected to end wall 7. Yet, 
after the box has been erected, sides 19 and 20 
will be displaced under snap action, so that the 
foldline 16 will be arranged nearer to the vertical 
foWlines 12 and 13. The oversized condition of the 
sides 19 and 20. the total of their widths in particu- 
lar, in relation to an imaginary, diagonal joint line 
connecting the fold lines 15 and 17, enables the 
snap action and results in very rigid corner-re- 
inforcing members in the final state of the box, said 
comer-reinforcing members being very well adapt- 
ed, in particular, to resist forces which are mainly 
exerted horizontally and act on the comers of the 
box from the outside and being able to support a 
load of high-stacked packagings. 

Each of the comer-reinforcing members 18-21 
are provided with a locking cam 27 having a sym- 
metry axis coinciding with the foldline 16 between 
the overdimenstoned sides 19 and 20. In this way, 
the locking cams are more rigid than if they would 
have been just flat. 

The bridges 22 are provided with apertures 28 
which are arranged In the angular sections of the 
bridges which are bounded by the foWlines 14 and 
23, 24. After the packaging has been erected and 
the sides 19, 20 are displaced under snap action, 
the locking cams 27 project into or through said 
apertures. They project into them when their height 
only slightly exceeds the thickness of the bridge 
22, and they project through them when they are 
only a Bttfe larger than about twice the thickness of 
the bridge. In the latter case, they are to be ac- 
comodated in corresponding apertures 29 in the 
four comers of the bottom 1 of a packaging put on 
top of the bridges. 

The apertures 28 and 29 may be shaped like a 
slit or a triangle, yet a circular-segment shape with 
semicircular ends is preferred, as that shape has 
the least chance of tearing. 

The above-described packaging can be pro- 
duced by means of automatic machines. After 
punching the blank and applying the foldlines into 


it at first the sides 21 are fixed (adhered) to end 
panels 7, so that they win be adjacent to the sides 
18. After that the side-partel-reinforcing strips 11 
are folded along foldline 10 through 180*. abutting 

s against the upper surface of the side panels 4, and 
fixed (adhered) to it, and the flaps 9 are folded 
along foldlines 8 through 180* so that they abut 
against the lower surface of the side panels 4, and 
subsequently the members 4, 9 and 11 are folded 

70 together along foldlines 2 and 3 through 180* so 
as to abut against the upper surface of the bottom 
1. 

Subsequently the bridges 22 are folded up- 
wards along the foldlines 14 through 80*. after 

is which the bridge strips 25 and 26 are folded along 
the foldlines 23 and 24 in such a way that after the 
folding of the members 7, 18-22 through 180*. 
said bridge strips 25 and 26 will be arranged 
between the sides 18 and the flaps 9 and fixed 

20 (adhered) to them. In this procedure the bridges 22 
are folded along foldlines 30 extending radially 
through the apertures 28 at an angle of 45* . 

Naturally, the comer-fei nforci ng members 
could also be formed after the erection of the side 

25 panels 4 yet prior to folding the end panels 7. 

When the box is in a folded state, the extrem- 
ities of the bridges 22 of the blank are positioned 
near to the vertical centre line of the blank. 

To facilitate the production and erection of the 

30 packaging some foldlines are provided with inci- 
sions for part of their length. This applies to the 
foWlines 8 of the illustrated example near the in- 
tended lower corners, indicated by 31 , as well as to 
the foldlines 16, indicated by the bold line sections 

35 32. 

Into the end panels 7 apertures 33, which are 
known per se, are applied in order to allow fingers 
to grip when handling the packagings. 

Within the scope of the claims also other errv- 
40 bodiments could be selected than the one illus- 
trated in the drawing. 

Claims 

40 1» Stackabte packaging having corner-reinforcing 
members, comprising a box provided with a 
cardboard bottom (1) as well as cardboard side 
and end panels (4, 7), said end panels (4) of 
the blank being provided with two four-sided 

so posts for reinforcing the comers of the pack- 
aging in the erected condition of the pack- 
aging, and a bridge (22) that is parallel to the 
bottom (1) in the erected condition of the pack- 
aging and covers the comer-reinforcing mem- 

55 bers, said bridge (22) of the blank being con- 
nected to two bridge strips (25. 26) that are 
fixed in the erected condition of the packaging 
to a side panel (4) is well as to one side (18) of 
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the four sides of the comer-reinforcing mem- 
ber, while another side (21) of each comer- 
reinforcing member is connected to a related 
end panel (7), said bottom, panels, bridges and 
strips being connected to one another or sepa- 6 
rated from one another by fokUines, charac- 
terized In that the other two sides (19, 20) of 
the comer-reinforcing members are oversized, 
so that in the erected condition of the pack- 
aging they will be arranged by snap action io 
substantially in between the sides (18, 21) of 
the corner-reinforcing members, which are 
connected to the end panels (7) and the bridge 
strips (25). 

15 

2. Packaging according to claim 1, character- 
bed In that the bridges (22) are provided with 
apertures (28) through which locking cams (27) 
arranged at the edge of the corner-reinforcing 
members facing away from the bottom can 20 
pass in the erected condition of the packaging. 


a Packaging according to any of the preceding 
claims, characterized In that at least the fold- 
Rnes (16) between the oversized sections (19, 
20) are provided with incisions (32). 

a Packaging and blank as illustrated in the draw- 
ing and/or described with reference thereto. 


a Packaging according to claim 1 or 2, char- 
acterized In that the height of the locking 
cams (27) suffices for being accomodated in 25 
corresponding apertures (29) within the bottom 
(1) of a superposed packaging when stacking 


4w Packaging according to claim 3, character- 30 
Ized In that the locking cams (27) have axes 
of symmetry that coincide with the fotdJines 
(16) between the oversized sides (19, 20) of 
the comer-reinforcing members. 

35 

& Packaging according to any of the preceding 
claims, characterized In that the apertures 
(28, 29) in at least the bridges are circular- 
segment-shaped and have semi-circular ends. 

40 

a Packaging according to any of the preceding 
claims, characterized In that the side panels 
(4) and the bridges (22) are provided with 
foldfirtes (8, 30) to present the packaging as a 
prepared box. 45 


7. Packaging according to any of the preceding 
claims, characterized In that it is made of a 
water-repellent, grey cardboard having a den- 
sity of nearly 900 g/m 2 , at least one side of 50 
which Is coated with a sheet of polyethylene in 
between layers of paper, so that along with the 
layers of glue a density exceeding 1100 g/m 2 
is ootainea. 
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